


ATKINS 

STATEMENT OF 



Genuine Atkins Silver Steel Saws are man- 
ufactured with the utmost care to insure 
quality of material and workmanship. Every 
saw is thoroughly inspected before shipment. 
Any saw proving unsatisfactory as to either 
workmanship or material should be returned 
Direct to Our Factory at Indianapolis for 
inspection and adjustment of complaint. 
Dealers are not authorized to adjust com- 
plaints or make replacements. 

★ 

If you have any difficulty in getting any 
Silver Steel saw that you wish from your 
dealer, let us know and. we will personally 
see that you are taken care of promptly. 

★ 

To make certain that you get a genuine 
Atkins Silver Steel Saw look for the 
“AAA’* trade mark and Company signature 
etched on the blade. 


ATKINS 

SAWS 
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THE MOST IMPORTANT TOOL 
IN THE CARPENTER’S KIT 


Atkins Silver Steel Saws have marked an epoch in 
the development of the saw. They are made of the 
very finest material, constructed on exclusive principles 
and are instantly appreciated by lovers of fine tools. 

Silver Steel is the invention of E. C. Atkins, the 
founder of E. C. Atkins and Company. He realized 
that good mechanics would appreciate the value and 
quality of finer steel. 

Silver Steel is manufactured under a special formula 
for E. C. Atkins and Company. Only virgin ore, com- 
bined with the finest ingredients is used, resulting in a 
steel equal to the finest razor steel. 

No saw is a genuine Silver Steel Saw unless the 
name Silver Steel is plainly etched on the blade. 


THE TEMPER 

All Atkins Silver Steel Saws are tempered by gas. 
The degree of temper for each blade is prescribed by 
the metallurgist and controlled in the tempering room 
by mechanical devices which insure absolute uniform- 
ity. This eliminates the old-fashioned “rule of the 
thumb” variations and produces a blade hard and tough 
without being brittle. An Atkins Silver Steel Saw 
wears evenly throughout the entire blade. This means 
it will retain its cutting edge longer than any other, 
enabling you to file the saw’ easier and keep each tooth 
uniform. 

THE SMITHING 

The smithing of a hand saw is the process which en- 
ables the blade to run true. It is not apparent to the 
naked eye and for this reason is omitted from many 
saws. In the Atkins plant, smithing is considered one 
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of the most important features in the manufacture of 
saws and only the most skilled and experienced work- 
men are employed for this work. 

THE GRINDING 

Atkins Silver Steel Saws are taper ground from the 
tooth edge, which is the thickest part throughout the 
entire blade to the point on the back. The blade 
resembles an inverted wedge. The kerf cut by the 
teeth is wide enough to permit the balance of the 
blade to drop easily into the cut without an excessive 
set and with no possibility of bending or buckling. 

There is a distinction between Atkins Taper Grinding 
and the so-called thin back saw of other makes, which 
is ground an even thickness along the tooth edge and 
simply dubbed off thinner at the back. Atkins Silver 
Steel Saws are gradually tapered throughout the blade 
from the thickest toward the thinnest point. This is 
another exclusive Atkins feature and is found only in 
Atkins Silver Steel Saws. 

THE HANDLE 

We make two styles of handles — the Atkins Improved 
Perfection Pattern and the old style, straight across 
shape. The difference is apparent in the illustration 
shown, which shows a Perfection Handle on a saw, 
and a skeleton outline of how the same saw would 
hang with an old style handle. 

The dotted lines represent the position in which the 
saw blade is operated using the old style handle. The 
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position of the handle throws the blade downward so 
the point of greatest energy is directed against the 
back of the saw. This forces the operator to exert a 
downward pressure with his wrist to secure proper 
cutting force. 

With the Perfection Handle (indicated by the solid 
lines) the point of greatest energy is directed immedi- 
ately upon the cutting teeth. This eliminates wrist 
strain and makes every ounce of pressure count. 

Important — We make the old style handles when 
preferred and furnish them regularly on certain num- 
bers of hand saws. 

THE FINISH 

Atkins Silver Steel Saws are easily distinguished by 
the beauty and fineness of their finish. Each saw is 
packed in a moisture-proof bag and marked on the 
blade for easy identification. 


HOW TO TEST AN ATKINS SAW 

Hold the saw at arm’s length, bending the blade 
slightly to bring the points of the teeth into view along 
the breast of the blade. The points should all show 
the same length. The breast should be slightly crown- 
ing — about y 8 " in 26". Now hold the saw so that you 
can look from the back along the flat side of the blade 
in order to examine the set. This should be uniform 
on both sides to perform smooth, accurate work. The 
setting should not extend more than one-half the 
length of the tooth and never should be carried beyond 
the base of the tooth into the blade. 
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ATKINS lume£. 



"THE FOUR HUNDRED" 


TIIE 400— straight back— ship point 


This is the Atkins hand saw masterpiece . . . the 
unchallenged leader of all saws. It is made for mas- 
ter carpenters. Straight back genuine Silver Steel 
blade, mirror polish, 5 gauges taper ground, 3 nickel 
screws and one medallion, thoroughly tempered. Rose- 
wood Perfection pattern handle. 




No. 2000 — SHIP POINT 

A modern saw. Uniform tempered genuine Silver 
steel, which assures unusual edge holding qualities 
and permits a lighter, stiff, taper ground blade. 

New hardwood handle with Perfection hang is closer 
to blade thus making sawing less effort. Made in 26" 
ship pattern only; 7, 8, 9, 10, 11 point, 5 % point rip. 
Made in 22" — 10, 11 point. 

No. 3000 Saw has a sturdy tenite handle and the 
same blade as the No. 2000. 


No. 65 — SHIP POINT 


Known and used wherever hand sawing is done. 
Carpenters appreciate ease to wrist and forearm 
effected by the Perfection handle. Straight back. 
Silver Steel taper ground. Made in 26" ship point only, 
7, 8, 9, 10, 11 and 12 point; 5 % point rip. Also made 
24" — 8, 9, 10, 11 and 12 point; 20" — 10, 11 point. 
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No. 51— SHir POINT 

Our leading straight-across handle pattern saw and 
a favorite with experienced carpenters. Skew back, 
Silver Steel taper ground, ribbon edge. Ship point, 
made only in 26"— 7, 8. 9. 10, 11 point, 5V 2 point rip. 
24" made in 8, 9, 10, 11 point. 22" made 8, 10, 11 point 
and 20" made 10, 11 point. 



Silver Steel extra heavy, straight back, taper 
ground. Has long edge holding qualities. Evenly tem- 
pered and polished. Ideal for fast accurate cutting. 
Fully carved, lacquered, selected hardwood handle 
fastened to blade with three screws and a medallion. 
Etched, filed, set and ready to use. Made in 26" 
length, 7, 8, 9, 10, 11, 12 point and 5V 2 point rip. 



JUNIOR MECHANIC 


Special Steel extra high quality saw for the home 
workshop and Junior Craftsman. Straight back 20" 
blade made in 9 and 10 point, taper ground and highly 
polished. Easy, accurate cutting assured. 

Same perfection pattern handle as used on the Atkins 
No. 400. Hardwood, coffee stained, fastened to blade with 
two nickeled screws and a medallion. Filed and set. 
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ATKINS 



No. 59— RELIABLE SHIP POINT 

A moderately priced skew back saw for general use. 
New style easy-grip handle. Ribboned edge. Ship point 
length, 26", 8, 10 point, B 1 /^ point rip. 

No. 58 straight back made in 20" and 26*" lengths only; 
20", 10 point; 26", 8, 10 point, B 1 /^ point rip. 



No. 29— PLASTERER’S SAW 


No. 20 — Special steel tempered hard, flat ground, 3 
points per inch, filed straight across and set. Beech 
handle, sanded sides, varnished edge; 3 nickeled screws, 
1 medallion. Filed and set. For cutting all kinds of 
gypsum insulation blocks and similar materials. Made 
in 28" length only. 



No. 21— METAL CUTTING SAW 

No. 21 — Metal Cutting Saw is made of Silver Steel. 
It will easily cut all ordinary sheet metal. The teeth 
are especially milled, straight across, but are tempered 
for slow filing. Seasoned hardwood handle, fully 
lacquered. 
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No. 1 — Silver Steel, consists of a keyhole, compass, 
pruning blades and an interchangeable handle. Thor- 
oughly hardened and tempered and each blade is prop- 
erly toothed, filed and set for the purpose. Blades are 
slotted as shown for attaching to handle. Interchange- 
able beech handle is carved on the grip, clear lac- 
quered and polished. One nickeled screw and wing 
nut. 

Blades as folows: 10" keyhole, 10 point; 12" compass 
8 point; 16" pruning, 8 point. 



No. 3— NEST OF SAWS 

No. 3 — Silver Steel nest is the ideal set for me- 
chanic. Has three carefully hardened and tempered 
blades and correct toothing. One keyhole, compass 
and nail blades. Nail blade is alloy steel, milled teeth. 
Each slot end is notched to permit adjusting blade 
to three different cutting angles. Carved grip selected 
hardwood handle is lacquered and polished. One 
nickeled screw and wing nut. 

Blades as follows, 10" keyhole, 10 point; 12" com- 
pass; 18", nail blade, 15 point. 



No. 9 — C03IPASS SAW 
No. 9 — Silver Steel thoroughly hardened and tem- 
pered, extra heavy blade for plumbers’ and electri- 
cians’ work. Ground 16x17 gauge; 9 point, filed and 
set. Blade slotted and punched. Hole to eliminate 
detachable feature if desired. Carved grip, inter- 
changeable beech handle fully lacquered and polished. 
Nickeled wing nut and screw. Length, 12", 14" only. 
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ATKINS 



No. 37 — COMPASS SAW 


Molded pistol grip, brown plastic handle fits the 
hand perfectly. Silver Steel 8 point blade is secured 
to handle by 2 nickled saw screws. Made in 12" and 
14" lengths. 



No. G — KEYHOLE SAW 


The finest keyhole saw made. Silver Steel adapts 
itself admirably to this class of cutting. The 10-point 
blade is tough, which causes it to hold its cutting 
edge, resist breakage. Length, 10", 10 point, only. 



No. 2— BACK SAW 

Silver Steel hardened and tempered, accurately 
ground; 12" and 14", 14 point, 21 gauge; 16", 12 point, 
20 gauge. Beech handle. Piled and set. Carefully 
made and inspected. Lengths, 12", 2%" under back; 
16", 3 V 2 " under back. 



No. 100— FLOORING SAW 


Made to eliminate boring and chiseling when sawing 
into flat surfaces. Blades toothed both edges of point 
to reach out-of-the-way spots. Made of 10-point 
Silver Steel; hardwood handle, 18" length only. 
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No. 1 MITRE BOX SAW 

No. 1 — Silver Steel, thoroughly hardened and tem- 
pered, carefully ground, polished and etched, all sizes 
11 points to the inch, fiat ground. The back is extra 
heavy bright spring steel. Clamped tight to hold the 
blade rigid. Beech handle fully lacquered. Two 
nickeled screws and one medallion. Will fit all stan- 
dard mitre boxes. Piled and set. Made 22", 24" and 
26", 4" under back; 28", 6" under back;, 30", 6" under 
back, only. 



No. 60 frame of rolled spring steel, rounded edges, 
%" wide, 3/16" thick; 7%x4%" deep; nickeled and 
buffed. Lacquered hardwood handle is fastened to 
frame by threaded cold rolled steel ferrule. No. 45, 
same as No. 50 except made of Va"x%" steel. No. 66, 
same as No. 50 except 6^" deep. Each frame complete 
with 2 pinned end blades, 6%"x%", 16 teeth per inch. 



No. 25 — DOVETAIL SAW 

No. 25 — Silver Steel fine tooth for light, smooth 
sawing where a back saw is not suited. Rigid bright 
spring steel back. Filed and set. Comfortable beech 
handle, lacquered. Nickel-plated ferrule. Many of 
these saws are used in cabinet and pattern shops and 
schools. Made in 10", IT point only. 
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ATKINS 

SAW TOOLS 

No. 4S2— LEVER SAW SET 

Is a popular priced set, 
pistol grip pattern of 
sturdy construction. 

Easy to operate. Grad- 
uated wheel shows an- 
vil reading. Teeth al- 
ways in plain view. 

Plunger and anvil 
made of high grade 
tool steel. Black lac- 
quer finish. 



AAA HAM) SAW JOIN EK — No. 15 



The AAA hand saw 
jointer is essential lo 
every saw kit for fil- 
ing hand, rip and 
panel saws. Use of 
this fool adds to the 
saw’s efficiency by 
making the teeth 
uniform in length. 
Simple fo operate. 


No. 6— SPOKE SHAVE 
Silver Steel blade, 

2 l/16"xl%", tempered 
and ground 19 gauge. 

One beveled edge. Mal- 
leable frame with hand 
holds 1 " wide, rounded and knurled. Other parts 
crucible steel. Knurled screw holds blade tight. Ten 
inches long over all. Packed 1 in a box. 




ATKINS SPECIALTIES 



ATKINS SPEED SAW FILER 

The low cost of this Filer and its ease and speed of 
adjustment, combined with the fact that inexperienced 
users can expect excellent results, means that it is a 
‘must item” for every handsaw owner. 

This handy device fits over the toothed edge of the 
handsaw and guides the file. Two positive adjustments 
set the correct pitch and angle for any type of hand- 
saw — and the Speed Saw Filer is ready for use. These 
adjustments are maintained throughout the filing 
operation. 

Each Speed Saw Filer comes complete with file, and 
is ready for use. An instruction sheet is attached to 
each tool. 

No. 3— PERFECTION 
SCRAPER 

Special scraper steel blade, 
16 gauge, 2 16/16"x2 15/16", 
adopted to cut on all four 
sides. Hardwood handle. 
Metal parts enameled. 

No. 0— SCRAPER BLADE 

Silver Steel in 18, ID 
or 20 gauge. Holds 
turned edge a long 
time. Individually 
packed in waxpaper 
package. All popular 
standard sizes. 
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ATKINS 

FOR 



The most popular smooth-culling circular saw made. 
It rips, crosscuts or mitres equally well. Dual grinding 
assures fast, smooth cutting up to 16 lineal feet per 
minute. Cuts so smoothly that glue strong joints can 
be made without jointing. Especially recommended for 
fast, highspeed motor driven machines with a speed of 
3,600 R.P.M. Stocked in diameters from 6" to 18". 


No. 44— COMBINATION SAW 



An all-purpose Silver 
Steel circular saw rec- 
ommended for fast cut- 
ting in a wide variety of 
work. It will rip, cross- 
cut or mitre and requires 
very little power to op- 
erate because of scientific 
construction and perfect 
tooth shape. Stocked in 
diameters from 6" to 18". 
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PORTABLE AND BENCH MACHINES 



No. 2 — RIP SAW 

Designed especially for 
ripping. Flat ground, 
Silver Steel. Standard 
sizes for all portable 
bench machines. Accord- 
ing to size, they are fded 
and set or swaged ready 
for use. Stocked in di- 
ameters G" to 34". 


No. 27 

COMBINATION SAW 

A popular fast cutting 
combination tooth circu- 
lar saw. Rips, crosscuts 
and mitres. Made of 
Silver Steel proper tem- 
per; flat ground. Fur- 
nished filed and set 
for use. Stocked in di- 
ameters 8" to 18". 

No. 8— CUT-OFF SAW 

Invaluable for cut-off 
work. Designed for cut- 
ting across the grain. 
Available in all sizes for 
portable and bench ma- 
chines. Fine quality 
Silver Steel saw. Fur- 
nished filed and set ready 
for use. Made in 6" to 
34" diameters. 
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HOW TO FILE AND SET 


rig. 1 

Bottom view, showing correctly fitted hand saw. 



rig:. 2 

Side view of properly filed and set hand saw. Note 
bevel on front of teeth. 


riff. 3 

Top view of correctly fitted hand saw. Notice that 
set is slightly wider than thickness of blade, eliminat- 
ing chances of saw binding in cut. 

By examining the teeth of your saw you can readily 
tell if they are uniform. If they are uneven, it is nec- 
essary to “joint” and correctly shape them. See Joint- 
ing, page 17. 


riff. 4 

Bottom view, showing properly fitted rip saw. 


HAND, RIP AND PANEL SAWS 
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Fig. 5 


Enlarged section of rip saw correctly filed and set. 
Notice there is no bevel on front of teeth. They are 
filed straight across. 



Fig. 6 


View looking down on the back of a rip saw blade. 
Notice the set extends slightly wider than the thickest 
part of the blade. If the teeth are an even size and 
shaped correctly as in Fig. 6, they will not require 
“jointing.” In this case refer to directions for “Setting 
Saw Teeth” on page 19. 

JOINTING 

Unevenness of teeth is caused by normal wear, cut- 
ting nails, dropping the saw and through carelessness. 
Treating a saw with care adds longer life. 
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Uneven Hand Saw Tooth 



Uneven Rip Teeth 
Fig. 7 

Notice, in Fig. 7, how uneven the teeth are in both 
cross cut and rip saws. This shows the condition of 
some saw teeth before jointing. It is always good 
practice to use a jointing tool to hold a file square 
with the blade. (See jointer and clamp in Fig. 8. This 
saw is ready for the jointing operation.) 
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Fiff. 8 


Jointing means filing the teeth tops to make them 
an even height. 

Place the saw in the clamp as in Fig. 8 and file tops 
of teeth until the file lightly touches the shortest 
tooth. The teeth will then look like Fig. 9. 




Hand Jointed 

Enlarged view of saw teeth jointed down evenly, 
showing flat tops of the teeth. 



Rip Jointed 

Illustration of saw teeth after jointing; showing flat 
tops and the uneven gullets of the teeth. 


Fig. 9 

It is necessary that all teeth be uniform size, shape 
and hook. After jointing, shape teeth for crosscut hand 
saw as in Fig. 10. For rip saws shape teeth as in Fig. 11. 
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Fi g. 10 

The above illustration shows a section of a. crosscut 
hand saw with teeth properly jointed and shaped, ready 
for setting. Teeth are not beveled for cross cutting. 


Fig. 11 

This illustration shows a section of a rip saw jointed 
and shaped, ready for setting. Teeth are shaped to a 
point for ripping. 

To properly shape the teeth before setting, place file 
in bottom of gullet and the file straight down into the 
blade until the finished side is up to a point and the 
flat top of the next tooth on the other side of the file 
is divided in two. Continue to the next gullet, finish- 
ing one tooth to a point and dividing the next as before 
until the entire blade is finished. If the teeth are un- 
evenly spaced as in Fig. 9, bear in heavily against the 
tooth having the largest top until you reach the center 
of the next flap top. Always hold your file square and 
level. 

SETTING SAW TEETH 

Saw teeth, whether crosscut or rip, to keep from 
binding in the wood should be bent outward alternately 
from 3/1000" to 5/1000". Saws that are straight, level 
and properly ground for clearance need very little set. 
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This is true of Atkins Silver Steel Saws. Do not set 
the teeth too low down on the tooth. Setting should 
not be deeper than two-thirds the distance from the 
point to the gullet. For skilled mechanics who can 
use a hammer we recommend it as better in every 
respect; but the ordinary mechanic who does not often 
file a saw should use a saw set especially designed for 
this work. 

Whether you use a hammer or saw set your finished 
saw should look like Fig. 13 for cross-cutting or like 
Fig. 14 for ripping. 


Fig. 13 

The above ilustration shows crosscut teeth set, ready 
to file. Notice the teeth are even, properly shaped and 
set. Inspect the illustration carefully and note the 
teeth are set about two-thirds of the distance from 
point to gullet. Generally, crosscut saws are tools 
made up of a series of “sharp knives” arranged to 
sever the fibres of wood across the grain as shown in 
Fig. 15 on page 21. 


Fig. 14 

This illustration shows rip saw teeth, ready to finish. 
After jointing shaping and setting a rip saw, the pitch 
in the teeth should be as shown above. With the saw 
teeth properly jointed and set, you are now ready for 
finishing or pointing and beveling. 
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THE CUTTING ACTION 
OF PROPERLY FITTED SAW TEETH 



Enlarged view of 

section, partially cut, 
looking from side of 
board opposite the sawyer. 


This shows the action of saw 
teeth cutting across the grain 
when the teeth are properly 
fitted and jointed. 


FI g. 15 
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HOW TO FILE HAND SAWS 



Fig. 16 

Pig. 16 shows a section of crosscut hand saw teeth 
filed properly. It also shows correct file position. To 
file a crosscut hand saw, place the saw in a vise with 
the handle to the right. The vise should grip the saw 
from Vs" to Vi" below teeth. Before starting to bevel, 
pass a fine file very lightly over the tops of the teeth 
to make what is called a “shiner” or bright top. This 
will be useful as a guide for finishing each tooth. The 
position of passing the file should be as shown in Fig. 
16. Starting in the first gullet left of the first tooth 
set away from you with your file in the position shown 
in Fig. 16. Hold the file level and push, at an angle, 
evenly across the saw, bringing each tooth to a point 
and leaving a trifle of the “shiner” on the tooth to 
the right of your file. 

Duplicate this process in EVERY OTHER gullet 
straight through to the handle. 

When you have reached the handle, reverse your 
saw in the clamp, handle to the left, as shown in 
Fig. 17. Then proceed in exactly the same manner as 
before, only start with the first gullet to the RIGHT 
of the first tooth set away from you. File each tooth 
to a sharp point. 

When your saw is finished it should look like Figs. 
1, 2, and 3 on page 16, which show top, side and 
bottom views of correctly filed crosscut hand saws. 
1, 2, and 3 on page 16, which show top, side and 
Steel Files: 

7 pt. Crosscut Teeth — 6" x 7" Slim Taper File. 

8-9 pt. Crosscut Teeth — 7" Extra Slim Taper File. 

10-11 pt. Crosscut Teeth— 4", 4 Vi" 6", 5 Vi" Extra 
Slim Taper File. 
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HOW TO FILE RIP SAWS 



Fig. 17 


Rip saws are filed in the same manner as crosscut 
saws except there is no bevel to the tooth of a rip saw. 
The file is held straight across the teeth at right 
angles to the blade and no bevel should be left on the 
teeth. Rip saws act as chisels, not knives, therefore 
need no beveling. A correctly filed rip saw should look 
like Figs. 4, 5 and 6 on pages 16 and 17. 

Use an Atkins 6" or 7" Slim Taper File when filing 
your Atkins rip saw. 

If these directions are carefully followed, there is no 
reason why the youngest apprentice should have 
trouble caring for his most valuable tool — the saw. 
Don’t overlook the most minute attention to your 
saw. Too many fine tools are ruined by carelessness. 
Always treat saws and other tools with care. There 
is an Atkins Silver Steel file for every purpose. They 
can be depended upon to do fast smooth filing. Look 
for the name ATKINS before you buy. 


Time will be saved when sharpening a handsaw 
if the saw teeth are first blackened with a candle 
flame. The smudge makes it easy to see the fresh 
file cut and eliminates refiling teeth already sharp- 
ened, thus considerably speeding up the job. 
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ATKINS silver steel 

FILES 


BAND SAW TAPERS 


Regular Pattern files are made in lengths 6 and 8 inches 
Slim Pattern files are confined to 6 and 8-inch lengths. 


BAND SAW BLUNT FILES 



Regular Pattern Band Saw Blunt files are made in 
the following lengths: 6 and 8 inches. 

Slim Pattern files are 6 and 8-inch lengths only. 


IMPROVED DIAMOND POINT 


The improved Diamond Point file furnished by E. C. 
Atkins and Company is adapted for such machines as 
the Wardwell-Foley, Black Diamond and other auto- 
matic band saw filing machines. 

These files are made in two lengths, 6-inch and 7- 
inch. There are 11 sizes of 6-inch files from to %" 
wide. The 7-inch has 10 sizes from 21/64" to 


SPECIAL HAND SAW FILES 


Atkins Hand Saw Special files made in lengths: 7" 
and 8". The 8-inch length is made 3/16", or 

6/16" face as desired. 
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HOW TO SHARPEN 

CIRCULAR SAWS 


This is a delicate saw and, like all fine tools, should 
be used only for the purpose intended. Every operation 
is inspected and the saw is thoroughly tested by 
experts to insure perfection. These fitting instructions, 
if followed carefully, will be the means of avoiding 
much trouble usually incurred with small circular saws. 

Putting Saw on Mandrel: 

Point teeth toward operator as in cutting. Saw 
should fit mandrel snugly and must not wobble in cut 
or turn on the shaft. Belt should also be snug. Slip- 
ping belts cause loss of power. 

Before starting, rotate by hand to see that it clears 
table. 


TYPES OF CIRCULAR SAWS 



Fig. 1 

Rip Saws: For cutting with the grain. 


vWl 

Fig. 2 

Crosscut Saws: For cutting across the grain. 



Fig. 3 

Combination Saws: For cutting with or across the 
grain and mitering. 
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For the best cutting angle, adjust table up or down 
so that the saw just cuts through the material. 

Be sure you have enough speed and power. Never 
overload the motor. The small motors furnished for 
small bench machines usually run 1750 R.P.M. and are 
belted to operate saw at 3500 R.P.M. or more. Never 
attempt to adjust saw table while saw is running. 

Stand at one side while operating, never back of 
material to be cut. Hold the work down with one 
hand and push through with the other. When gauge 
is close to the saw use a stick notched on one end to 
push work through. Do not crowd the saw. If it binds 
cut off the power and check to see if saw has proper 
set and is filed sharp. 


FITTING CIRCULAR SAWS 

Remember this saw, as any other, must be sharp at 
all times to do the best work. 

Jointing: Be sure all teeth are the same length and 
saw is absolutely round. Run saw up to speed of ma- 
chine and joint with an old emery wheel or whetstone 
as shown in Fig. 4, touching the teeth lightly as the 
saw revolves. 
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Filing:: In refitting these saws one must be careful 
to follow original shape of tooth, and gullets must be 
kept round and uniform. 

Kip Saws should be filed square faced and with bevel 
on back of tooth only. 

Crosscut Saws should be filed with a bevel on front 
and back of tooth. 

Combination Saws are filed the same as crosscut saws 
on the fine teeth — the rakers should be filed square 
faced and kept below the top of the cutting teeth 
about 1/64". 

Gullets: All gullets must be round; sharp or square 
gullets cause saws to crack. 

Set: The set must be uniform; that is, the depth of 
the set in each tooth must be the same and not too 
near the bottom of the gullet. The amount of set 
should be the same on each tooth; about 1/64" on each 
side of the saw is proper. 



NO. 395 LEVER SAW SET 

Lever saw set has a revolving anvil with indicator 
dial. Lever placed below the body of set. Gauge 
screw has check nut which prevents it from coming 
loose. Revolving anvil gives the required bevel and 
length of all saw teeth from 4 to 16 to the inch. Hard- 
ened anvil and plunger. Finely tempered steel spring, 
nickel plated. 

FILES 

Atkins Silver Steel Files are the best for filing saws 
and are accepted everywhere. For fine tooth rip saws 
up to 10" diameter, use 7" and 10" Cant Saw Files. 
For fine tooth crosscut saws up to 10" in diameter, use 
5" to 8" Slim Taper Files. For combination or mitre 
saws use 7" to 10" Cant Saw Back Lightning Files. 
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HOW TO SHARPEN 

DADO HEADS AND CUTTERS 

4-inch Size. 

The teeth on the outside and inside cutters should 
be assembled, in fitting, the same as when new, so that 
all will be the same diameter. The teeth of outside 
cutters must be set alternately. Give both the outside 
cutters and inside cutters a light set to prevent irreg- 
ularity in the bottom of the cut. To assure an even 
diameter, joint all the pieces in the head in position 
on the mandrel. 

5!/2-inch Size. 

The teeth on the outside and inside cutters should 
be assembled the same as when new, so that all will 
be the same diameter. Each of the three sections of 
the outside cutters have two cutting teeth and one 
raker. File so that the points of the cutting teeth will 
be 1/64" longer than the raker. Give the inside cutters 
only a light set to prevent irregularity in the bottom 
of the cut. To assure an even diameter, joint all the 
pieces in the head in position on the mandrel. 


HOW TO SHARPEN 

NARROW BAND SAWS 

A fairly accurate rule to follow regarding the thick- 
ness of the saw is: — allow 1/1000 of an inch in saw 
thickness for each inch in the diameter of the wheels. 
Saws heavier than that are apt to be bent beyond the 
elastic limit of the steel. This action in time results 


■ 
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in fatigue and breakage. As all narrow band saws are 
toothed after tempering there is danger of starting a 
check in the gullet unless the toothing punch is sharp 
and fits the die corectly. 

In filing the saw, thoroughly clean out the bottom 
of the gullet and present fresh steel at each sharpen- 
ing. Always use a file with round corners that cuts. 

In filing narrow band saws, file straight across, keep- 
ing the front of the tooth square. The teeth must be 
the same length. Band saws are usually used to make 
irregular shapes, so the saw should have set enough 
to cut a sufficient wide path to enable the operator to 
follow the turns without twisting the blade. Do not 
set the teeth more than half way down on the tooth. 
The right way to set the saw is to keep the line of the 
set parallel with the back. 



This method keeps the sawdust in front of the teeth 
so it can be drawn out of the cut. 

Keep the saw sharp and well strained on the wheels. 
Keep it tight. Setting into the body of the saw will 
stretch the toothed edge unduly and cause the blade 
to run snaky, vibrate, cut rough stock and crack. 

Narrow band saws are usually operated with a back 
guide. Keep this guide operating freely so that the saw 
will not rub and case harden on the back. Keep the 
gum cleaned off the sides of the teeth to prevent fric- 
tion, heat and cracks. 

When you increase the speed of your machine you 
should decrease the number of points per inch; in 
other words, use a coarser tooth blade. 


SEE YOUR HARDWARE DEALER 
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ATKINS NO. 3 CIRCULAR AND 
BAND SAW SET 



For Setting: Rip Saws; also sets Cut-off Saws 


Set is a malleable iron casting with hardened tool 
steel hammer and anvil designed to uniform set rip 
and cut-off saws 3 inches to 10 inches in diameter, 
with y 2 inch, % inch and % inch holes (not recom- 
mended for larger saws). Will set circular saws with 
any hook. One bushing included, either a % inch or 
% inch hole( size optional). 



The malleable iron Band Saw Guide is interchange- 
able on the same base. It is easily attached. Accu- 
rately sets band saws 3/16 inch to 1 inch wide. Base 
has a counter-sunk hole for fastening to a bench or 
can be clamped in a vise. Be sure to fasten set solidly 
to obtain the best results. 

Lacquered blue. Packed 1 base, 1 circular bracket, 
1 band saw guide, 1 bushing. 


VALUABLE 

INFORMATION 

FOR THE EVERYDAY CARPENTER 

o 


ROOF FRAMING 

1. A Simple Method for Getting: lengths of Hips and 
Jacks for Any Pitch Roof. 

Draft the half of one end of building to scale with 
the base of the triangle equal to % of the building, at 
one end erect a perpendicular equal to the length of 
common rafter, then the line joining the extremities 
of the legs (hypothenuse) is equal to the length of the 
hip for that particular building. 

The jacks may be found by spacing off the building 
so that you have the required number of jacks. There 
will always be one more space than jacks. Then divide 
the length of the common rafter by the number of 
spaces and this quotient will be the length of the 
shortest jack. Double this for the second, treble for 
the third and so on. 

2. Other Rules for Finding Lengths of Common Rafters. 

I. For one-quarter pitch roof, multiply the width of 
building by the decimal .56 — example: 12 feet equal 
W X .56 equal 6.72 feet or 6 feet 9 inches. 

II. For one-third pitch roof, multiply width of build- 
ing by the decimal .6 — example: 12 W X .6 equal 7.20 
or 7 feet 2% inches. 

III. For one-half pitch roof, multiply the width of 
building by the decimal .71 — example 12 W X .71 equal . 
8.52 or 8 feet 6 inches. 

IV. For one full pitch, multiply the width of build- 
ing by the decimal 1.12 — example 12 W X 1.12 equal 
13.44 or 13 feet 5% inches. 


SEE YOUR HARDWARE DEALER 
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Karle Saw Company Inc. 

SAWS - WOODWORKING MACHINERY 

142 Chicago Street 

BUFFALO 4, NEW YORK 

Phone: WA 6337 


C. ATKINS AND COMPANY 


402 SOUTH ILLINOIS STREET 
INDIANAPOLIS 9, INDIANA 


MACHINE KNIFE FACTORY. 

BRANCH FACTORY 

CANADIAN FACTORY 


....LANCASTER, N. Y. 
PORTLAND, OREGON 
GALT, OMTARIO 


BRANCH OFFICES 

ATLANTA, GA. NEW YORK, N. Y. CHICAGO, ILL. 


